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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the 
original precisely. 

2.**** shows the word which can not be translated. 
3.ln the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 
[Claim 1] 

A long picture product [ made from a polymeric material ] shielding member formed in an 
aperture plate with which a predetermined window frame section can be equipped in one 
along at least some periphery edges of said aperture plate in order to close a crevice 
between said aperture plate and said window frame section, In order to position said 
aperture plate to said window frame section, it is how to manufacture a window assembly 
which provided a positioning member which separated and adhered to the face center side 
of said aperture plate from said shielding member with the rear face of a periphery edge of 
said aperture plate, 

A bonding agent applying process which applies adhesives to an adhesion scheduled 
region of said shielding member of said aperture plates, and an adhesion scheduled region 
of an attaching part holding said positioning member and this, 

In an injection molding mold which provided independently a cavity for fabricating a cavity 
and said attaching part for fabricating said shielding member, and established injection 
gates in each cavity, respectively, A forming cycle which fabricates said shielding member 
and said attaching part by setting an aperture plate with which said adhesives were applied, 
and said positioning member, and being ejected and filled up with a predetermined 
polymeric material in each cavity from each injection gates, and carries out adhesion fixing 
of said shielding member and said attaching part to said aperture plate via said adhesives 
by it 

****** ~ a manufacturing method of a window assembly characterized by things. 
[Claim 2] 

A long picture product [ made from a polymeric material ] shielding member formed in an 
aperture plate with which a predetermined window frame section can be equipped in one 
along at least some periphery edges of said aperture plate in order to close a crevice 
between said aperture plate and said window frame section, In order to position said 
aperture plate to said window frame section, it is how to manufacture a window assembly 
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which provided a positioning member which separated and adhered to the face center side 
of said aperture plate from said shielding member with the rear face of a periphery edge of 
said aperture plate, 

A bonding agent applying process which applies adhesives to an adhesion scheduled 
region of said shielding member of said aperture plates, and an adhesion scheduled region 
of an attaching part holding said positioning member, 

An aperture plate with which said adhesives were applied in an injection molding mold 
which provided independently a cavity for fabricating a cavity and said attaching part for 
fabricating said shielding member, and established injection gates in each cavity, 
respectively is set, A forming cycle which fabricates said shielding member and said 
attaching part by being ejected and filled up with a predetermined polymeric material in 
each cavity from each injection gates, and carries out adhesion fixing of said shielding 
member and said attaching part to said aperture plate via said adhesives by it, 
A process of equipping with said positioning member after said forming cycle at said 
attaching part 

****** a manufacturing method of a window assembly characterized by things. 
[Claim 3] 

A long picture product [ made from a polymeric material ] shielding member formed in an 
aperture plate with which a predetermined window frame section can be equipped in one 
along at least some periphery edges of said aperture plate in order to close a crevice 
between said aperture plate and said window frame section, In order to position said 
aperture plate to said window frame section, it is how to manufacture a window assembly 
which provided a positioning member which separated and adhered to the face center side 
of said aperture plate from said shielding member with the rear face of a periphery edge of 
said aperture plate, 

A bonding agent applying process which applies adhesives to an adhesion scheduled 
region of said shielding member of said aperture plates, and an adhesion scheduled region 
of said positioning member, 

An aperture plate with which said adhesives were applied in an injection molding mold 
which provided independently a cavity for fabricating a cavity and said positioning member 
for fabricating said shielding member, and established injection gates in each cavity, 
respectively is set, A forming cycle which fabricates said shielding member and said 
positioning member by being ejected and filled up with a predetermined polymeric material 
in each cavity from each injection gates, and carries out adhesion fixing of said shielding 
member and said positioning member to said aperture plate via said adhesives by it 
****** a manufacturing method of a window assembly characterized by things 
[Claim 4] 

In said bonding agent applying process, an application range of adhesives applied to said 
positioning member of said aperture plates, and/or an adhesion scheduled region of said 
attaching part, A manufacturing method of the window assembly according to any one of 
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claims 1 to 3 making it larger than an outside of the end face by the side of adhesion of said 
positioning member and/or said attaching part. 
[Claim 5] 

A manufacturing method of the window assembly according to any one of claims 1 to 4 
fixing a position of a spreading head which applies said adhesives to said aperture plate in 
said bonding agent applying process, and moving said aperture plate. 
[Claim 6] 

In said bonding agent applying process, an adhesion scheduled region of said shielding 
member of said aperture plates, A manufacturing method of the window assembly 
according to any one of claims 1 to 5 applying adhesives continuously so that an adhesives 
layer of both adhesion scheduled regions may follow said **************/ or an adhesion 
scheduled region of said attaching part via a predetermined adhesives continuation field. 
[Claim 7] 

A long picture product [ made from a polymeric material ] shielding member formed in an 
aperture plate with which a predetermined window frame section can be equipped in one 
along at least some periphery edges of said aperture plate in order to close a crevice 
between said aperture plate and said window frame section, In order to position said 
aperture plate to said window frame section, it is how to manufacture a window assembly 
which provided a positioning member which separated and adhered to the face center side 
of said aperture plate from said shielding member with the rear face of a periphery edge of 
said aperture plate, 

Said aperture plate uses for an adhesion scheduled region of said shielding member, and 
an adhesion scheduled region of an attaching part holding said positioning member and 
this that to which adhesives were applied, 

In an injection molding mold which provided independently a cavity for fabricating a cavity 
and said attaching part for fabricating said shielding member, and established injection 
gates in each cavity, respectively, A forming cycle which fabricates said shielding member 
and said attaching part by setting an aperture plate with which said adhesives were applied, 
and said positioning member, and being ejected and filled up with a predetermined 
polymeric material in each cavity from each injection gates, and carries out adhesion fixing 
of said shielding member and said attaching part to said aperture plate via said adhesives 
by it 

****** - a manufacturing method of a window assembly characterized by things. 
[Claim 8] 

A long picture product [ made from a polymeric material ] shielding member formed in an 
aperture plate with which a predetermined window frame section can be equipped in one 
along at least some periphery edges of said aperture plate in order to close a crevice 
between said aperture plate and said window frame section, In order to position said 
aperture plate to said window frame section, it is how to manufacture a window assembly 
which provided a positioning member which separated and adhered to the face center side 
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of said aperture plate from said shielding member with the rear face of a periphery edge of 
said aperture plate, 

Said aperture plate uses for an adhesion scheduled region of said shielding member, and 
an adhesion scheduled region of an attaching part holding said positioning member that to 
which adhesives were applied, 

An aperture plate with which said adhesives were applied in an injection molding mold 
which provided independently a cavity for fabricating a cavity and said attaching part for 
fabricating said shielding member, and established injection gates in each cavity, 
respectively is set, A forming cycle which fabricates said shielding member and said 
attaching part by being ejected and filled up with a predetermined polymeric material in 
each cavity from each injection gates, and carries out adhesion fixing of said shielding 
member and said attaching part to said aperture plate via said adhesives by it, 
A process of equipping with said positioning member after said forming cycle at said 
attaching part 



****** 



- a manufacturing method of a window assembly characterized by things 
[Claim 9] 

A long picture product [ made from a polymeric material ] shielding member formed in an 
aperture plate with which a predetermined window frame section can be equipped in one 
along at least some periphery edges of said aperture plate in order to close a crevice 
between said aperture plate and said window frame section, In order to position said 
aperture plate to said window frame section, it is how to manufacture a window assembly 
which provided a positioning member which separated and adhered to the face center side 
of said aperture plate from said shielding member with the rear face of a periphery edge of 
said aperture plate, 

Said aperture plate uses for an adhesion scheduled region of said shielding member, and 
an adhesion scheduled region of said positioning member that to which adhesives were 
applied, 

An aperture plate with which said adhesives were applied in an injection molding mold 
which provided independently a cavity for fabricating a cavity and said positioning member 
for fabricating said shielding member, and established injection gates in each cavity, 
respectively is set, A forming cycle which fabricates said shielding member and said 
positioning member by being ejected and filled up with a predetermined polymeric material 
in each cavity from each injection gates, and carries out adhesion fixing of said shielding 
member and said positioning member to said aperture plate via said adhesives by it 
****** - a manufacturing method of a window assembly characterized by things 
[Claim 10] 

A manufacturing method of the window assembly according to any one of claims 1 to 9 
beforehand characterized by a thing of said aperture plates for which an application portion 
of said adhesives is heated at least in said forming cycle. 
[Claim 11] 
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In said forming cycle, So that a pressure of a polymeric material with which it was ejected 
and filled up in a cavity (these are named a "specific cavity" generically below) for 
fabricating a cavity or said positioning member for fabricating said attaching part may not 
exceed an allowable limit value. A manufacturing method of the window assembly 
according to any one of claims 1 to 10 restricting by a pressure-buildup limit means. 
[Claim 12] 

Said pressure-buildup limit means is provided with a discharge cavity which is open for free 
passage via exhaust passage to said specific cavity, A manufacturing method of the 
window assembly according to claim 11 discharging some polymeric materials in said 
specific cavity to said discharge cavity through said exhaust passage so that a pressure of 
a polymeric material in said specific cavity may not exceed an allowable limit value 
[Claim 13] 

A manufacturing method of the window assembly according to claim 12 establishing said 
exhaust passage in an opposite hand of injection gates of said specific cavities 
[Claim 14] 

A narrow part smaller than a portion of everything [ passage sectional area ] but a channel 
at least in part of said exhaust passage is provided, 

In said forming cycle, at least a part of molding part by said exhaust passage which 
connects a molding part by said specific cavity and a molding part by said discharge cavity 
is fabricated to a thin figure by said narrow part, A manufacturing method of the window 
assembly according to claim 12 or 13 making disengageable a molding part by said specific 
cavity, and a molding part by said discharge cavity in a thin figure portion by said narrow 
part after said forming cycle. 
[Claim 15] 

It has the following, . It is characterized by restricting so that a pressure of a polymeric 
material in said specific cavity may not exceed an allowable limit value by controlling valve- 
closing timing or an opening of said opening and closing valve based on detection pressure 
power of said pressure detection means, and controlling the amount of supply of a 
polymeric material into said specific cavity. A manufacturing method of the window 
assembly according to claim 11. 

A pressure detection means from which said pressure-buildup limit means detects a 
pressure of a polymeric material in said specific cavity. 

They are opening and closing or an opening and closing valve which carries out aperture 
control about a supply route which supplies a polymeric material in said specific cavity. 

[Claim 16] 

It has the following, . It is characterized by restricting so that a pressure of a polymeric 
material in said specific cavity may not exceed an allowable limit value by controlling valve- 
opening timing or an opening of said opening and closing valve based on detection 
pressure power of said pressure detection means, and controlling a discharge of a 
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polymeric material out of said specific cavity. A manufacturing method of the window 
assembly according to claim 1 1 . 

A pressure detection means from which said pressure-buildup limit means detects a 
pressure of a polymeric material in said specific cavity. 

They are opening and closing or an opening and closing valve which carries out aperture 
control about exhaust passage which discharges a polymeric material in said specific 
cavity. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 

[Field of the Invention] 

[0001] 

This invention relates to the manufacturing method of the window assembly with which 
window frame sections, such as a car, are equipped. 
[Background of the Invention] 
[0002] 

Generally the window assembly with which the window frame section of a car is equipped, 
By a shielding member [ long picture / for closing the crevice between an aperture plate and 
a window frame section ] being provided along the periphery edge of an aperture plate, 
making paste state sealant intervene between the rear face of the periphery edge of this 
aperture plate, and a window frame section, and making it harden. Adhesion fixing of the 
window assembly is carried out to a window frame section, and it is made to carry out the 
seal of between a window assembly and window frame sections. By the time paste state 
sealant hardens thoroughly, in order for usual to take two days and nights (for example, 
about 48 hours), when equipping a window frame section with a window assembly, He 
makes the fastener formed in the prescribed spot of the rear face of the periphery edge of 
an aperture plate engage with the engagement hole formed in the window frame section, 
and is trying to prevent a window assembly from carrying out a position gap by carrying out 
a temporary stop, where a window assembly is positioned to a window frame section, by 
the time sealant hardens. 
[0003] 

Thus, when manufacturing the window assembly which formed the shielding member and 
the fastener in the aperture plate, For example, it is discontinuous to the adhesion 
scheduled region of the shielding member of the aperture plates, and the adhesion 
scheduled region of the attaching part holding a fastener, and adhesives are separated and 
applied to them as indicated to the patent documents 1 (JP.2554537.B). 
Then, the aperture plate and fastener which applied adhesives in the injection molding mold 
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are set, By making the resin material ejected in the cavity for fabricating a shielding 
member flow also to the cavity for fabricating an attaching part via the cavity for a material 
flow. After fabricating in the shape which connected the attaching part with the shielding 
member by the connecting part for a material flow and carrying out adhesion fixing of a 
shielding member and the attaching part to an aperture plate, there are some which 
removed the connecting part for a material flow. 

[Patent documents 1] JP.2554537.B (the 2nd page etc.) 
[Description of the Invention] 
[Problem(s) to be Solved by the Invention] 
[0004] 

However, in order to fabricate in the manufacturing method of the above-mentioned patent 
documents 1 in the shape which connected the attaching part with the shielding member by 
the connecting part for a material flow, the work which removes the connecting part for a 
material flow is needed after shaping. And when removing the connecting part for a 
material flow, in putting a break into the separation schedule part of the connecting part for 
a material flow with edged tools, such as a knife (or an edged tool cuts a separation 
schedule part), there is a possibility of attaching a crack to an aperture plate with an edged 
tool. 
[0005] 

This invention is made in consideration of these situations, therefore the purpose of this 

invention is to provide the manufacturing method of the window assembly which can raise 

the production efficiency and the quality of conformance at the time of manufacturing a 

window assembly. 

[Means for Solving the Problem] 

[0006] 

To achieve the above objects, a manufacturing method of the window assembly according 
to claim 1 , A long picture product [ made from a polymeric material ] shielding member 
formed in an aperture plate with which a predetermined window frame section can be 
equipped in one along at least some periphery edges of said aperture plate in order to 
close a crevice between said aperture plate and said window frame section, It is the 
method of manufacturing a window assembly which provided a positioning member which 
separated and adhered to the face center side of said aperture plate from said shielding 
member with the rear face of a periphery edge of said aperture plate in order to position 
said aperture plate to said window frame section, A bonding agent applying process which 
applies adhesives to an adhesion scheduled region of said shielding member of said 
aperture plates, and an adhesion scheduled region of an attaching part holding said 
positioning member and this, In an injection molding mold which provided independently a 
cavity for fabricating a cavity and said attaching part for fabricating said shielding member, 
and established injection gates in each cavity, respectively, By setting an aperture plate 
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with which said adhesives were applied, and said positioning member, and being ejected 
and filled up with a predetermined polymeric material in each cavity from each injection 
gates. It is made to perform a forming cycle which fabricates said shielding member and 
said attaching part, and carries out adhesion fixing of said shielding member and said 
attaching part to said aperture plate via said adhesives. 
[0007] 

Since an injection molding mold which provided independently a cavity for shielding 
member shaping and a cavity for attaching part shaping, and established injection gates in 
each cavity, respectively is used, a shielding member and an attaching part can be 
independently fabricated in this method, respectively. For this reason, compared with a 
case where it fabricates in shape which connected an attaching part with a shielding 
member by a connecting part for a material flow like before, work which removes a 
connecting part for a material flow can become unnecessary, a manufacturing process of 
that part and a window assembly can be made to be able to simplify, and production 
efficiency can be raised. And when performing a crack of an aperture plate and removal 
accompanying removing operation of a connecting part for a material flow manually, faults, 
such as an injury of fingers, can also be prevented beforehand and can raise a quality of 
conformance and work safety. 
[0008] 

By the way, where a positioning member is set in a die, when fabricating a shielding 
member and an attaching part, restrictions to cavity form of a die or shape of a positioning 
member increase. 

Then, after fabricating a shielding member and an attaching part with a predetermined 
polymeric material, it may be made to equip an attaching part with a positioning member 
produced independently beforehand like claim 2. Since the necessity of setting a 
positioning member in a die at the time of shaping will be lost if it does in this way, 
restrictions to cavity form of a die or shape of a positioning member decrease, composition 
of a die can be simplified, and flexibility of a design of a positioning member can also be 
increased. 
[0009] 

It may be made to carry out injection molding of a shielding member and the positioning 
member with a predetermined polymeric material simultaneously like claim 3. If it does in 
this way, a positioning member can be fabricated with a polymeric material which fabricates 
a shielding member, part mark can be reduced, and time and effort which attaches a 
positioning member becomes unnecessary. 
[0010] 

Like claim 4, it is preferred in a bonding agent applying process to make larger than an 
outside of the end face by the side of adhesion of a positioning member an application 
range of adhesives applied to an adhesion scheduled region of a positioning member of the 
aperture plates or an attaching part. Since the whole end face of a positioning member or 
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an attaching part can be certainly stuck in an adhesives layer even if an application range 
of an adhesives layer shows some position gaps and dispersion if it does in this way, 
adhesion fixing of a positioning member or the attaching part can be certainly carried out to 
an aperture plate. 
[0011] 

A position of a spreading head which applies adhesives is fixed to an aperture plate, and it 
may be made to move an aperture plate to it by a bonding agent applying process like 
claim 5. If it does in this way, compared with a case where move a spreading head and 
adhesives are applied, can simplify and low-cost-ize composition of an adhesive coater, 
and. After an end of a bonding agent applying process, an aperture plate can be smoothly 
conveyed to the following process (for example, heating and drying process), using 
succeedingly systems, such as a robot to which an aperture plate was moved till then 
[0012] 

It may be made to apply adhesives continuously in a bonding agent applying process, like 
claim 6, so that an adhesives layer of both adhesion scheduled regions may follow an 
adhesion scheduled region of a shielding member of the aperture plates, and 
**************/or an adhesion scheduled region of an attaching part via a predetermined 
adhesives continuation field. If it does in this way, it is not necessary to divide into multiple 
times work which applies adhesives to an aperture plate, and can do adhesive application 
work efficiently, and. Adhesives can be uniformly applied to each adhesion scheduled 
region, and adhesive strength which made almost comparable adhesives layer thickness 
and drying time of each adhesion scheduled region, and was stabilized can be obtained 
[0013] 

The invention according to claim 7 to 9 skips a bonding agent applying process of claim 1 - 
claim 3, respectively, obtains an aperture plate with which adhesives were beforehand 
applied to each adhesion scheduled region, and manufactures a window assembly. Even if 
it does in this way, the respectively same effect as claim 1 - claim 3 can be acquired 
[0014] 

Like claim 10, when performing a forming cycle, inside [ it is an aperture plate ] may heat an 
application portion of adhesives at least beforehand. If it does in this way, at the time of 
ejection of a polymeric material, it can be stabilized, a solvent of adhesives applied to an 
aperture plate can be volatilized, and adhesive strength can be stabilized 
[0015] 

By the way, an injection molding mold used for manufacture of a window assembly, it is 
markedly alike, and since it is small, capacity of a cavity (these are named a "specific 
cavity" generically below) for fabricating a cavity and a positioning member for fabricating 
an attaching part compared with capacity of a cavity for fabricating a long picture shielding 
member, When ejecting and filling up a polymeric material with a forming cycle into each 
cavity, a pressure of a polymeric material in a specific cavity may become high too much a 
b.g pressure may be added to an aperture plate over a long time, and a crack and a crack 
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may occur in an aperture plate. 
[0016] 

In a forming cycle like claim 1 1 as this measure, It is good to make it a pressure-buildup 
limit means restrict so that a pressure of a polymeric material with which it was ejected and 
filled up in a specific cavity (cavity for fabricating a cavity or a positioning member for 
fabricating an attaching part) may not exceed an allowable limit value. Since a pressure of 
a polymeric material in a specific cavity can be moderately raised, restricting so that a 
pressure of a polymeric material in a specific cavity may not exceed an allowable limit value 
by a pressure-buildup limit means if it does in this way, Securing adhesive strength and a 
moldability of an attaching part, a positioning member, and an aperture plate which are 
fabricated with a polymeric material in a specific cavity, an excessive pressure can be 
prevented from being added to an aperture plate, and a crack of an aperture plate and 
generating of a crack can be prevented. 
[0017] 

As an example of a pressure-buildup limit means, a discharge cavity which is open for free 
passage via exhaust passage to a specific cavity is provided like claim 12, It may constitute 
so that a pressure of a polymeric material in a specific cavity may not exceed an allowable 
limit value and some polymeric materials in a specific cavity may be discharged to a 
discharge cavity through exhaust passage. In this composition, even if a polymeric material 
is superfluously supplied in a specific cavity, a polymeric material for that excess can be 
extruded from a specific cavity, and it can discharge to a discharge cavity, and it can restrict 
so that a pressure of a polymeric material in a specific cavity may not exceed an allowable 
limit value. Although there are many polymeric materials ejected first, and heat taken by 
channel or a cavity carries out a temperature fall and begins to solidify them by a flowing 
process, Since such a polymeric material it began to solidify can be extruded from a 
specific cavity with a following polymeric material, it can be filled up only with a polymeric 
material fused good in a specific cavity. For this reason, adhesive strength and a 
moldability of an attaching part, a positioning member, and an aperture plate which are 
fabricated with a polymeric material in a specific cavity can be raised further. And there is 
also an advantage that it is realizable with easy composition which provides a discharge 
cavity which opens this effect for free passage to a specific cavity 
[0018] 

In this case, it is good to establish exhaust passage for discharging a polymeric material to 
a d.scharge cavity in an opposite hand of injection gates of the specific cavities like claim 
13. Since it will arrive at exhaust passage located in an opposite hand of injection gates 
and w.ll be discharged by discharge cavity, after filling up with a polymeric material ejected 
from injection gates in a specific cavity if it does in this way, It can be certainly filled up with 
a polymeric material to all the corners in a specific cavity, without leaving a non-filling 
portion of a polymeric material in a specific cavity. 
[0019] 
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In removing a portion fabricated by discharge cavity after a forming cycle, In [ provide a 
narrow part smaller than a portion of everything / passage sectional area / but a channel at 
least in part of exhaust passage like claim 14, and ] said forming cycle, At least a part of 
molding part by said exhaust passage which connects a molding part by said specific cavity 
and a molding part by said discharge cavity is fabricated to a thin figure by said narrow part, 
It may be made to make disengageable a molding part by said specific cavity, and a 
molding part by said discharge cavity in a thin figure portion by said narrow part after said 
forming cycle. The thin figure portion can carry out facilitating of the work which separates a 
molding part (an attaching part or a positioning member) by a specific cavity, and a molding 
part by a discharge cavity, whether it tears easily, since it can cut, or when removal is 
required. 
[0020] 

As other examples of a pressure-buildup limit means, A pressure detection means which 
detects a pressure of a polymeric material in a specific cavity like claim 15, It has opening 
and closing or an opening and closing valve which carries out aperture control for a supply 
route which supplies a polymeric material in a specific cavity, It may be made to restrict so 
that a pressure of a polymeric material in said specific cavity may not exceed an allowable 
limit value by controlling valve-closing timing or an opening of said opening and closing 
valve based on detection pressure power of said pressure detection means, and controlling 
the amount of supply of a polymeric material into said specific cavity. Since a pressure of a 
polymeric material in a specific cavity is controllable, supervising a actual pressure of a 
polymeric material in a specific cavity by a pressure detection means if it does in this way, 
A pressure of a polymeric material in a specific cavity can be restricted with sufficient 
accuracy to below an allowable limit value, and a crack of an aperture plate and generating 
of a crack can be prevented more certainly, and adhesive strength and a moldability of an 
attaching part, a positioning member, and an aperture plate can also be raised. 
[0021] 

Or a pressure detection means which detects a pressure of a polymeric material in a 
specific cavity like claim 16, It has opening and closing or an opening and closing valve 
which carries out aperture control for exhaust passage which discharges a polymeric 
material in a specific cavity, It may be made to restrict so that a pressure of a polymeric 
material in said specific cavity may not exceed an allowable limit value by controlling valve- 
opening timing or an opening of said opening and closing valve based on detection 
pressure power of said pressure detection means, and controlling a discharge of a 
polymeric material out of said specific cavity. Even if it does in this way, the same effect as 
said claim 15 can be acquired. 
[Effect of the Invention] 
[0022] 

Since the work which removes the connecting part for a material flow becomes 
unnecessary according to this invention so that clearly from the above explanation, the 
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manufacturing process of a window assembly can be made to be able to simplify and can 
raise production efficiency, and. Faults accompanying the removing operation of the 
connecting part for a material flow, such as a crack of an aperture plate and an injury of 
fingers, can also be prevented beforehand, and the outstanding effect that a quality of 
conformance and safety can be raised is acquired. 
[Best Mode of Carrying Out the Invention] 
[0023] 

Hereafter, six Examples 1-6 which applied this invention to the window assembly for the 
windows of a car are described. 
[Example 1] 
[0024] 

Example 1 of this invention is described based on drawinjgjLthru/or drawing 7 . First, based 
on drawing 1 thru/or drawing 3 , the outline composition of the window assembly 1 1 for rear 
windows is explained. The aperture plate 12 (rear window glass) of the window assembly 
11 is formed in the shape (for example, approximately rectangle which curved gently) 
corresponding to the window frame section 13 (refer to drawing 2) equipped with this 
aperture plate 12. The opaque coloring layer 14 (in the case of glass aperture plates, it is 
also called a "fritto layer") is formed in the rear face of this aperture plate 12 with prescribed 
width along the periphery edge of the aperture plate 12, and by this opaque coloring layer 
14, from the side front of the aperture plate 12, the back side of the periphery edge of the 
aperture plate 12 is transparent, and it is visible. 
[0025] 

As shown in drawing 2, the long picture shielding member 15 is formed in the rear face of 
the aperture plate 12 along the periphery edge (periphery edge of the opaque coloring layer 
14) of the aperture plate 12. Adhesion fixing of this shielding member 15 is carried out by 
the 1st adhesives layer 31 it is fabricated by injection molding of a predetermined polymeric 
material, and is later mentioned in the opaque coloring layer 14 of the rear face of the 
aperture plate 12. The lip part 16 by which integral moulding was carried out to the base of 
this shielding member 15 and in which elastic deformation is possible closes the crevice 
between the aperture plate 12 and the window frame section 13 with contacting the 
peripheral wall part 17 of the window frame section 13. 
[0026] 

As shown in drawing 3 , the positioning fix implement 18 (positioning member) for carrying 
out a temporary stop, where the aperture plate 12 is positioned to the window frame section 
13 is formed in two or more places of the rear face of the aperture plate 12. This positioning 
fix implement 18 is arranged at the position which is separated from the shielding member 
15 to the face center side of the aperture plate 12 within the limits of the opaque coloring 
layer 1 4 of the rear faces of the aperture plate 1 3, and the disc-like pedestal section 1 9 
formed in the base end of this positioning fix implement 18 is enclosed by the attaching part 
20, and it is held. Adhesion fixing of this attaching part 20 is carried out by the 2nd 
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adhesives layer 32 it is fabricated by injection molding of the same polymeric material as 
the shielding member 15, and is later mentioned at the rear face of the aperture plate 12. 
With a spring material like POM resin, the positioning fix implement 18 is fabricated and to 
the tip part. When integral moulding of the engagement part 21 in which elastic deformation 
is possible is carried out and the window frame section 13 is equipped with the window 
assembly 1 1, the engagement part 21 of the positioning fix implement 18 by carrying out 
elastic engagement to the engagement hole 23 formed in the flange 22 of the window 
frame section 13. Where the window assembly 1 1 is positioned to the window frame 
section 13, it has come to be able to carry out a temporary stop until the sealant 47 
mentioned later hardens. 
[0027] 

Next, based on drawing 4 thru/or drawing 7 , the manufacturing method of the window 
assembly 11 of the above-mentioned composition is explained. First, the aperture plate 12 
with which the opaque coloring layer 14 was formed beforehand at somewhere else is 
prepared, and it progresses to a bonding agent applying process. The adhesive coater 24 
used by this bonding agent applying process supplies the liquefied adhesives stored in the 
adhesives tank 25 to the spreading head 28 via the delivery pipe 27 with the pump 26, as 
shown in drawing 4 . Adhesives are applied to the rear face of the aperture plate 12 by fixing 
in the position contacted at the rear face of the aperture plate 12 where the adhesive 
application part 29 of this spreading head 28 is lightly energized towards the aperture plate 
side side by the spring etc. which are not illustrated, and carrying out slide movement of the 
aperture plate 12 horizontally. The adhesive application part 29 of the spreading head 28 
may be formed by the brush like member or similar material like a surface state fastener, or 
it may be made to form it with porous materials, such as sponge and felt, as shown in 
drawing 4 . 
[0028] 

As shown in drawing 5 , in this bonding agent applying process to the adhesion scheduled 
region (henceforth "the 1st adhesion scheduled region") S1 of the shielding member 15 of 
the rear faces of the aperture plate 12. Adhesives are applied, the 1st adhesives layer 31 is 
formed, adhesives are applied to the positioning fix implement 18 and the adhesion 
scheduled region (henceforth "the 2nd adhesion scheduled region") S2 of the attaching part 
20, and the 2nd adhesives layer 32 is formed in them. In that case, both adhesion 
scheduled regions S1 and the adhesives layers 31 and 32 of S2 apply adhesives 
continuously so that it may continue via the predetermined adhesives continuation field S3. 

In this case, for example, the aperture plate 12 is made to hold in the hand of the many 
articulated type robots which do not illustrate, and adhesives are continuously applied to 
the rear face of the aperture plate 12 as follows. 

First, as solid line (i) shows to drawings, the aperture plate 12 is moved so that the 
spreading head 28 may carry out slide movement relatively along the 1st adhesion 
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scheduled region S1, and adhesives are applied to the 1st adhesion scheduled region S1 
[0030] 

And whenever the spreading head 28 approaches the 2nd adhesion scheduled region S2, 
as dashed line (ii) shows to drawin g 5, the spreading head 28 - the [ 1st / adhesion 
scheduled region S1 -> adhesives continuation field S3 -> ] - the [ of two / adhesion 
scheduled region S2 -> adhesives continuation field S3 -> ] - slide movement of the 
aperture plate 12 is carried out so that it may move relatively in the course of the adhesion 
scheduled region S1 of one, and adhesives are applied to the 2nd adhesion scheduled 
region S2. In that case, the application range of the adhesives applied to the 2nd adhesion 
scheduled region S2 is made larger than the outside of the end face by the side of 
adhesion of the pedestal section 19 of the positioning fix implement 18, and the attaching 
part 20. It is preferred similarly inside the width of the shielding member 15 to make it large 
a little about the application range of the adhesives applied to the 1st adhesion scheduled 
region S1. 
[0031] 

Then, again, as solid line (iii) shows to drawing 5 , the aperture plate 12 is moved so that the 
spreading head 28 may move relatively along the 1st adhesion scheduled region S1, and 
adhesives are applied to the 1st adhesion scheduled region S1. Movement of the aperture 
plate 12 mentioned above can be performed by carrying out drive controlling of the hand of 
a robot by the program defined beforehand. 
[0032] 

It progresses to a drying process after the end of a bonding agent applying process. In this 
drying process, the aperture plate 12 with which adhesives were applied is put into a drying 
furnace etc., and the aperture plate 12 whole is heated preferably. Thereby, the application 
portion of the adhesives of the aperture plate 12 is heated, and volatilization of the solvent 
contained in adhesives is promoted. Adhesives layer thickness is expanded and illustrated 
in the thickness direction, in order to understand easily. 
[0033] 

It progresses to a forming cycle after the end of this drying process. The attaching part 
molding cavity 37 for fabricating the attaching part 20 in which the injection molding mold 
35 used by this forming cycle holds the shielding member molding cavity 36 for fabricating 
the shielding member 15 as shown in drawing 6 , and the pedestal section 19 of the 
positioning fix implement 18 is formed independently. Along with the longitudinal direction 
of one place or the cavity 36 of the shielding member molding cavity 36, the injection gates 
38 for shielding member shaping are established in two or more places, and the injection 
gates 39 for attaching part shaping are established in the attaching part molding cavity 37. 
The melting polymeric material ejected from the ejection nozzle (not shown) of the injection 
molding machine, It fills up with the course of the injection gates 38 for runner 40 -> sprue 
41 -> shielding member shaping in the shielding member molding cavity 36, and fills up with 
the course of the injection gates 39 for runner 40 -> sprue 42 -> attaching part shaping in 
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the attaching part molding cavity 37. 
[0034] 

In this forming cycle, as shown in drawing 6, the aperture plate 12 and the positioning fix 
implement 18 with which adhesives were applied in the injection molding mold 35 are set 
first, and the injection molding mold 35 is closed. Then, after being ejected and filled up 
with a melting polymeric material in each cavity 36 and 37 from each injection gates 38 and 
39, a polymeric material by cooling solidification or making it harden. As shown in drawing 
7, the shielding member 15 and the attaching part 20 are fabricated independently, and 
adhesion fixing of the shielding member 15 and the attaching part 20 is carried out to the 
opaque coloring layer 14 of the rear face of the aperture plate 12 via the adhesives layers 
31 and 32, respectively. Then, manufacture of the window assembly 1 1 is completed 
because open the injection molding mold 35, and the shielding member 15 and the 
attaching part 20 project the window assembly 1 1 by which adhesion fixing was carried out 
with the ejection pin 45 and remove it from the injection molding mold 35. In connection 
with this ejection, in the portion of the injection gates 38 and 39, the shielding member 15 
and the attaching part 20 are fractured automatically, and are separated from the sprues 41 
and 42, respectively. 
[0035] 

It is good to use general-purpose thermoplastics, such as ABS (acrylic nitril / butadiene / 
styrene), PVC (polyvinyl chloride), and PP (polypropylene), by this forming cycle as a 
polymeric material which fabricates the shielding member 15 and the attaching part 20, for 
example. In addition, engineering thermoplastics, such as PA (polyamide), PC 
(polycarbonate), and PPE (polyphenylene ether), TPO (thermoplastic elastomer olefin), 
SBC (styrene thermoplastic elastomer), Thermoplastic elastomer, such as TPVC 
(VCM/PVC system thermoplastic elastomer) and TPU (thermoplastic elastomer urethane), 
and the liquefied reactivity mixed material of polyol and an isocyanate which reacts and 
generates PU (polyurethane) may be used. It may be made to mix a filler, a modifier, etc. 
into a polymeric material in consideration of the operating environment of the window 
assembly 1 1 . 
[0036] 

In attaching to the window frame section 13 the window assembly 11 which it is above and 
which was had and manufactured, As shown in drawing 2 and drawing 3 , the dam 46 for 
sealant ****** is adhered to the position which is separated from the shielding member 15 to 
the face center side of the aperture plate 12 within the limits of the opaque coloring layer 14 
of the rear faces of the aperture plate 12 by adhesion etc., The regurgitation of the paste 
state urethane system sealant 47 is carried out to the periphery side of the dam 46 along a 
periphery edge by the inner circumference side of the shielding member 15 of the rear 
faces of the aperture plate 12. At this time, the regurgitation of the sealant 47 is carried out 
in the position of the positioning fix implement 18 on the opaque coloring layer 14 between 
the positioning fix implement 18 and the shielding member 15. In then, the state where 
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inserted the window assembly 1 1 in the window frame section 13, and the paste state 
sealant 47 was made to intervene between the rear face of all the periphery edges of the 
aperture plate 12, and the flange 22 of the window frame section 13. By stiffening the 
sealant 47, adhesion fixing of the window assembly 1 1 is carried out to the window frame 
section 13, and the seal of the crevice between the window assembly 11 and the window 
frame section 13 is carried out. The engagement part 21 of each positioning fix implement 
18 fixed to the rear face of the aperture plate 12 in that case, By carrying out a temporary 
stop, where it made the engagement hole 23 of the flange 22 of the window frame section 
13 carry out elastic engagement, respectively and the window assembly 11 is positioned to 
the window frame section 13 to both the field of the aperture plate 12, a parallel direction, 
and a thickness direction. The window assembly 1 1 is prevented from carrying out a 
position gap, by the time the sealant 47 hardens. 
[0037] 

At this example 1 described above, by the forming cycle at the time of manufacturing the 
window assembly 11. The injection molding mold 35 which formed independently the cavity 
36 for shielding member shaping and the cavity 37 for attaching part shaping, and 
established the injection gates 38 and 39 of the submarine gate type (or tunnel gate type) in 
each cavities 36 and 37, respectively is used, Since the shielding member 15 and the 
attaching part 20 were fabricated independently, respectively, when unmolding the window 
assembly 1 1, the injection gates 38 and 39 are fractured automatically. Therefore, 
compared with the case where it fabricates in the shape which connected the attaching part 
20 with the shielding member 15 by the connecting part for a material flow like before, the 
work which removes the connecting part for a material flow can become unnecessary, the 
manufacturing process of the part and the window assembly 1 1 can be made to be able to 
simplify, and production efficiency can be raised. Faults accompanying the removing 
operation of the connecting part for a material flow, such as a crack of the aperture plate 12 
and an injury of fingers, can also be prevented beforehand, and can raise a quality of 
conformance and work safety. 
[0038] 

The application range of the adhesives applied to the 2nd adhesion scheduled region S2 
(the positioning fix implement 18 and the adhesion scheduled region of the attaching part 
20) of the aperture plates 12 in a bonding agent applying process in this example 1, Since it 
was made to make it larger than the outside of the end face by the side of adhesion of the 
pedestal section 19 of the positioning fix implement 18, and the attaching part 20, the whole 
end face of the attaching part 20 can be certainly stuck in an adhesives layer, and adhesion 
fixing of the attaching part 20 can be certainly carried out to the aperture plate 12 
[0039] 

Since the position of the spreading head 28 which applies adhesives to the aperture plate 
12 is fixed and it was made to move the aperture plate 12 according to a bonding agent 
applying process in this example 1, Compared with the case where move the spreading 
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head 28 and adhesives are applied, can simplify and low-cost-ize composition of the 
adhesive coater 24, and. After the end of a bonding agent applying process, the aperture 
plate 12 can be smoothly conveyed to the following heating and drying process, using 
succeedingly systems, such as a robot to which the aperture plate 12 was moved till then. 
[0040] 

In this example 1, according to a bonding agent applying process, the 1st adhesion 
scheduled region S1 (adhesion scheduled region of the shielding member 15) of the 
aperture plates 12, To the 2nd adhesion scheduled region S2 (the positioning fix implement 
18 and the adhesion scheduled region of the attaching part 20). Since both adhesion 
scheduled regions S1 and the adhesives layers 31 and 32 of S2 applied adhesives 
continuously so that it might continue via the adhesives continuation field S3, It is not 
necessary to divide into multiple times the work which applies adhesives to the aperture 
plate 12, and adhesive application work can be simplified, and can carry out efficiently, and. 
Adhesives can be uniformly applied to each adhesion scheduled region S1 and S2, and the 
adhesive strength which made almost comparable each adhesion scheduled region S1, 
and the thickness and drying time of the adhesives layers 31 and 32 of S2, and was 
stabilized can be obtained. 
[0041] 

At this example 1 , by the drying process before performing a forming cycle, beforehand, 

since the application portion of the adhesives of the aperture plate 12 was heated, at the 

time of injection molding of a polymeric material, it can be stabilized, the solvent of the 

adhesives applied to the aperture plate 12 can be volatilized, and adhesive strength can be 

stabilized. 

[Example 2] 

[0042] 

Next, Example 2 of this invention is described using drawing 8 . However, identical codes 
are substantially given to identical parts with said Example 1, explanation is simplified, and 
a mainly different portion from said Example 1 is explained. 
[0043] 

Where the positioning fix implement 18 is set in the injection molding mold 35, fabricated 
the shielding member 15 and the attaching part 20 in said Example 1 , but. After fabricating 
the shielding member 15 and the attaching part 20 with a polymeric material, he is trying to 
equip the attaching part 20 with the positioning fix implement 18 produced independently 
beforehand in this example 2. 
[0044] 

As shown in drawing 8, in this example 2, the space where the injection molding mold 48 
used by a forming cycle sets the positioning fix implement 18 is omitted. By and the thing 
for which only the aperture plate 12 by which adhesives were applied by the same method 
as said Example 1 in the injection molding mold 48 is set, and a polymeric material is 
ejected and filled up with a forming cycle in each cavity 36 and 37 from each injection gates 
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38 and 39. The shielding member 15 and the attaching part 20 are fabricated 
independently, and adhesion fixing of the shielding member 15 and the attaching part 20 is 
carried out to the opaque coloring layer 14 of the rear face of the aperture plate 12 via each 
adhesives layers 31 and 32. 

The attaching part 20 is equipped with the positioning fix implement 18 produced 

independently beforehand after the end of this forming cycle. 
[0045] 

Since the attaching part 20 was equipped with the positioning fix implement 18 after 
fabricating the shielding member 15 and the attaching part 20 in this example 2 with a 
polymeric material, The necessity of setting the positioning fix implement 18 in the die 48 at 
the time of shaping is lost, and the restrictions to the cavity form of the die 48 or the shape 
of the positioning fix implement 18 decrease, and can simplify the composition of the die 
48, and. The flexibility of a design of the positioning fix implement 18 can also be increased, 
and there is an advantage of being usable, also with the complicated-shaped positioning fix 
implement 18. 
[Example 3] 
[0046] 

Next, Example 3 of this invention is described using drawing 9 and drawing 10 . However, 
identical codes are substantially given to identical parts with said Examples 1 and 2, 
explanation is simplified, and a mainly different portion from said Examples 1 and 2 is 
explained. 
[0047] 

Although only the portion of the attaching part 20 holding the positioning fix implement 18 
was fabricated in said Example 2 by injection molding of the same polymeric material as 
the shielding member 15, In this example 3, as shown in drawing 9 , the window assembly 
49 carries out simultaneous shaping of the positioning member 50 whole for positioning the 
aperture plate 12 to the window frame section 13 by injection molding of the same 
polymeric material as the shielding member 15, and is made to carry out adhesion fixing to 
the opaque coloring layer 14 of the rear face of the aperture plate 12. As for this positioning 
member 50, integral moulding of the pedestal section 51 and the height 50a of the byway 
where the tip side serves as a tapered surface is carried out to the shape of the same axle, 
By inserting the height 50a of the positioning member 50 in the engagement hole 23 of the 
flange 22 of the window frame section 13, and making the end face 51a of the pedestal 
section 51 contact the flange 22, when equipping the window frame section 13 with the 
window assembly 49. Where the interval of the flange 22 and the aperture plate 12 is kept 
constant, to the window frame section 13, with the field of the aperture plate 12, it can be 
parallel and the window assembly 49 can be positioned now. 
[0048] 

When manufacturing the window assembly 49 of the above-mentioned composition, in a 
bonding agent applying process. Adhesives are continuously applied so that the adhesives 
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layers 31 and 52 of both adhesion scheduled regions may follow the adhesion scheduled 
region of the shielding member 15 of the rear faces of the aperture plate 12, and the 
adhesion scheduled region of the positioning member 50 via an adhesives continuation 
field by the same method as said Example 1 . 
[0049] 

The positioning member molding cavity 54 for the injection molding mold 53 used by a 
forming cycle to fabricate the positioning member 50 with the shielding member molding 
cavity 36 as shown in drawing 10 , and ** are provided independently. The injection gates 
38 for shielding member shaping are established in two or more places of the shielding 
member molding cavity 36, and the injection gates 43 for positioning member shaping are 
established in the positioning member molding cavity 54. 
[0050] 

By and the thing for which only the aperture plate 12 with which adhesives were applied is 
set, and a polymeric material is ejected and filled up with a forming cycle in each cavity 36 
and 54 from each injection gates 38 and 43 in the injection molding mold 53. The shielding 
member 15 and the positioning member 50 are fabricated independently, and adhesion 
fixing of the shielding member 15 and the positioning member 50 is carried out to the 
opaque coloring layer 14 of the rear face of the aperture plate 12 via each adhesives layers 
31 and 52. 
[0051] 

When equipping the window frame section 13 with the window assembly 49 which carried 
out such and was manufactured, As shown in drawing 9 , the height 50a of each positioning 
member 50 fixed to the rear face of the aperture plate 12, Insert in the engagement hole 23 
of the flange 22 of the window frame section 13, respectively, and the end face 51a of the 
pedestal section 51 is made to contact the flange 22, The window assembly 49 is 
prevented from carrying out a position gap by positioning the window assembly 1 1 to the 
window frame section 13, where the interval of the flange 22 and the aperture plate 12 is 
kept constant, by the time the sealant 47 hardens. 
[0052] 

In this example 3 described above, since it was made to carry out injection molding of the 
shielding member 15 and the positioning member 50 with a polymeric material 
simultaneously, The positioning member 50 can be fabricated with the polymeric material 
which fabricates the shielding member 15, part mark can be reduced, and the time and 
effort which attaches the positioning member 50 becomes unnecessary, and there is an 
advantage that the manufacturing cost of the window assembly 49 can be made cheap. 
[Example 4] 
[0053] 

Next, Example 4 which applied this invention to the window assembly for the quarter 
windows of a car is described based on drawing 1 1 and drawing 12 . However, identical 
codes are substantially given to identical parts with said Example 1, explanation is 
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simplified, and a mainly different portion from said Example 1 is explained. 
[0054] 

As shown in drawing _11_and drawin g 12, the long picture shielding member 57 is formed in 
the aperture plate 56 (quarter window glass) of the window assembly 55 for quarter 
windows along with the portion except the front side 56a of the periphery edges of the 
aperture plate 56. The lip part 60 which this shielding member 57 is formed from the 
surface of the outer periphery part of the aperture plate 12 to a rear face, and adhesion 
fixing is carried out via the adhesives layer 58 gone across and applied to rear surface both 
sides and the end face of an outer periphery part of the aperture plate 56, and closes the 
crevice between the window frame sections 59, Integral moulding of the wrap decorative 
portion 61 is carried out in the periphery edge of the surface of the aperture plate 56 
[0055] 

When manufacturing this window assembly 54, in a bonding agent applying process. 
Adhesives are continuously applied so that the adhesives layers 58 and 32 of both 
adhesion scheduled regions may follow the adhesion scheduled region of the shielding 
member 57 of the aperture plates 56, and the positioning fix implement 18 and the 
adhesion scheduled region of the attaching part 20 via an adhesives continuation field 
[0056] 

By what the aperture plate 12 and the positioning fix implement 18 with which adhesives 
were applied are set, and a polymeric material is ejected and filled up with a forming cycle 
for in each cavity from each injection gates in an injection molding mold (not shown). The 
shielding member 57 and the attaching part 20 are fabricated independently, and adhesion 
fixing of the shielding member 57 and the attaching part 20 is carried out to the aperture 
plate 56 via each adhesives layers 58 and 32. 
[0057] 

After fabricating the shielding member 57 and the attaching part 20 with a polymeric 
material, it may be made to equip the attaching part 20 with the positioning fix implement 18 
like said Example 2. 

Or like said Example 3, the positioning member 50 whole is fabricated by injection molding 
of the same polymeric material as the shielding member 57, and it may be made to carry 
out adhesion fixing to the rear face of the aperture plate 56. 
[Example 5] 
[0058] 

Next, Example 5 of this invention is described using drawing 13 thru/or drawing 15 . 
compared with the capacity of the shielding member molding cavity 36 for fabricating the 
long picture shielding member 15, the injection molding mold 62 used for manufacture of a 
window assembly is boiled markedly, and since it is small, the capacity of the attaching part 
molding cavity 37 for fabricating the attaching part 20, When ejecting and filling up a 
polymeric material with a forming cycle into each cavities 36 and 37, It fills up with a 
polymeric material for a short time in the attaching part molding cavity 37 with small 
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capacity, and big compacting pressure comes to be added to the aperture plate 12 of glass 
over a long time until the restoration to the shielding member molding cavity 36 is 
completed. Under the present circumstances, although the portion to which the compacting 
pressure of the aperture plates 12 is added is received and supported with the injection 
molding mold 62 from that opposite side side (surface side), Since the aperture plate 12 is 
formed in the shape which curved gently instead of a simple flat surface, it is difficult to stick 
thoroughly without a crevice the aperture plate 12 and the injection molding mold 62 with 
manufacture dispersion (dispersion in the curvature of a glass surface) of the aperture plate 
12, and it is not avoided that the crevice between some arises among both. For this reason, 
when big compacting pressure is added to the aperture plate 12 of glass over a long time 
by a forming cycle, big bending force may work over a long time to the aperture plate 12 of 
glass by existence of the above-mentioned crevice, and a crack and a crack may occur in 
the aperture plate 1 2 of glass owing to this. 
[0059] 

As this measure, the pressure-buildup limit means restricted so that the compacting 
pressure of the polymeric material with which it was ejected and filled up in the attaching 
part molding cavity 37 may not exceed an allowable limit value (full limits which neither the 
crack of the aperture plate 12 nor a crack generates) is established in the forming cycle by 
this example 5. 
[0060] 

As shown in drawing 13 and drawing 14 , the pressure-buildup limit means of this example 
5, The discharge cavity 63 is formed out of the range to which the 2nd adhesives layer 32 
was applied near the attaching part molding cavity 37 of the injection molding mold 62, It 
has the composition of having established the exhaust passage 64 for discharging a 
polymeric material to the discharge cavity 63 in the opposite hand of the injection gates 39 
of the attaching part molding cavities 37. The pressure of the polymeric material ejected 
and filled up with this composition in the attaching part molding cavity 37 in the process in 
which it goes up near an allowable limit value. The aperture shape of the exhaust passage 
64 is designed so that some polymeric materials in the attaching part molding cavity 37 
may be discharged by the discharge cavity 63 through the exhaust passage 64. 
[0061] 

The narrow part 65 whose passage sectional area is flatter than other portions of a channel 
and small is formed in the exhaust passage 64. This narrow part 65 is formed so that it may 
be, located in the periphery edge of the adhesives layer 32 formed in the adhesion 
scheduled region of the attaching part 20, or its neighborhood. Other composition is the 
same as said Example 1 . 
[0062] 

According to a forming cycle, the shielding member 15 and the attaching part 20 are 
fabricated by being ejected and filled up with a polymeric material in each cavity 36 and 37 
from each injection gates 38 and 39 in the injection molding mold 62, where the aperture 
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plate 12 and the positioning fix implement 18 are set. In that case, by the attaching part 
molding cavity 37, after filling up with the polymeric material ejected from the injection gates 
39 mostly in the attaching part molding cavity 37, it arrives at the exhaust passage 64 
located in the opposite hand of the injection gates 39. In the process in which a polymeric 
material is superfluously supplied in this attaching part molding cavity 37, and the pressure , 
of a polymeric material rises to near an allowable limit value. A part for the excess of the 
polymeric material in the attaching part molding cavity 37 is extruded with a following 
polymeric material, and it is discharged by the discharge cavity 63, and it is restricted so 
that the pressure of the polymeric material in the attaching part molding cavity 37 may not 
exceed an allowable limit value. 
[0063] 

In this forming cycle, as shown in drawing 15 , the attaching part 20 fabricated by the 
attaching part molding cavity 37 and the discharge polymer part 66 fabricated by the 
discharge cavity 63, It will be in the state where it was connected by the connecting part 67 
fabricated by the exhaust passage 64, and the thin figure part 68 will be fabricated by a part 
of this connecting part 67 by the narrow part 65. 
[0064] 

What is necessary is to carry out whether the thin figure part 68 formed in the connecting 
part 67 is torn, cutting, etc., to separate the attaching part 20 and the discharge polymer 
part 66 in the thin figure part 68 after a forming cycle, and just to remove the discharge 
polymer part 66, when the discharge polymer part 66 needs to be removed. 
[0065] 

In this example 5 described above, the discharge cavity 63 which is open for free passage 
via the exhaust passage 64 to the attaching part molding cavity 37 is formed, Since some 
polymeric materials in the attaching part molding cavity 37 were discharged to the 
discharge cavity 63 via the exhaust passage 64 so that the pressure of the polymeric 
material in the attaching part molding cavity 37 might not exceed an allowable limit value, 
The pressure of the polymeric material in the attaching part molding cavity 37 can be raised 
moderately, restricting so that the pressure of the polymeric material in the attaching part 
molding cavity 37 may not exceed an allowable limit value, Securing the adhesive strength 
and the moldability of the attaching part 20 and the aperture plate 12 which are fabricated 
with the polymeric material in the attaching part molding cavity 37, an excessive pressure 
can be prevented from being added to the aperture plate 12, and the crack of the aperture 
plate 12 and generating of a crack can be prevented. 
[0066] 

Although there are many polymeric materials ejected first, and the heat taken by contact 
with a channel (the runner 40, sprue 42 grade) or the cavity 37 carries out a temperature 
fall and begins to solidify them by a flowing process, Since such a polymeric material it 
began to solidify can be extruded from the attaching part molding cavity 37 to the discharge 
cavity 63 with a following polymeric material, it can be filled up with the polymeric material 
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fused good in the attaching part molding cavity 37. For this reason, the adhesive strength 
and the moldability of the attaching part 20 and the aperture plate 12 which are fabricated 
with the polymeric material in the attaching part molding cavity 37 can be raised further. 
And there is also an advantage that this effect is realizable with the easy composition which 
forms the discharge cavity 63 and the exhaust passage 64. 
[0067] 

And in this example 5, since the exhaust passage 64 was established in the opposite hand 
of the injection gates 39 of the attaching part molding cavities 37, The polymeric material 
ejected from the injection gates 39 arrives at the exhaust passage 64 located in the 
opposite hand of the injection gates 39 after filling up mostly in the attaching part molding 
cavity 37, and is discharged by the discharge cavity 63, It can be certainly filled up with a 
polymeric material to all the corners in the attaching part molding cavity 37, without leaving 
the non-filling portion of a polymeric material in the attaching part molding cavity 37. 
[0068] 

Fabricate the thin figure part 68 in this example 5 by the narrow part 65 to a part of 
connecting part 67 fabricated by the exhaust passage 64, and whether this thin figure part's 

68 being torn, cutting, etc. are carried out, Since it was made to separate the attaching part 
20 and the discharge polymer part 66 in the thin figure part 68, facilitating of the work which 
separates the attaching part 20 and the discharge polymer part 66 can be carried out. The 
shape of the narrow part 65 may not be limited flatly, for example, circular, an ellipse form, 
a triangle, a quadrangle, etc. may be sufficient as sectional shape. 

[Example 6] 
[0069] 

Next, Example 6 of this invention is described using drawing 16 . 

The pressure sensor 70 (pressure detection means) with which the injection molding mold 

69 of this example 6 detects the pressure of the polymeric material in the attaching part 
molding cavity 37, and the opening and closing valve 71 which opens and closes the sprue 
42 (supply route) by which a polymeric material is supplied in the attaching part molding 
cavity 37 are formed. The opening-and-closing drive of this opening and closing valve 71 is 
carried out by the actuators 72, such as an oil hydraulic cylinder, and the output signal of 
the pressure sensor 70 is inputted into the control apparatus 73 of the injection molding 
mold 69. This control apparatus 73 controls the actuator 72 based on the pressure of the 
polymeric material in the attaching part molding cavity 37 detected with the pressure sensor 
70, and controls the opening and closing valve 71, By controlling the amount of supply of 
the polymeric material into the attaching part molding cavity 37, it restricts so that the 
pressure of the polymeric material in the attaching part molding cavity 37 may not exceed 
an allowable limit value. These pressure sensor 70, the opening and closing valve 71, the 
actuator 72, and control apparatus 73 grade play a role of a pressure-buildup limit means. 
Other composition is the same as said Example 1 . 

[0070] 
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According to a forming cycle, the shielding member 15 and the attaching part 20 are 
fabricated by being ejected and filled up with a polymeric material in each cavity 36 and 37 
from each injection gates 38 and 39 in the injection molding mold 69, where the aperture 
plate 12 and the positioning fix implement 18 are set. In that case, the control apparatus 73 
judges whether the pressure of the polymeric material in the attaching part molding cavity 
37 detected with the pressure sensor 70 reached the predetermined decision value (it is the 
same as for example, an allowable limit value, or is a value somewhat lower than it). 
[0071] 

If the pressure of the polymeric material in the attaching part molding cavity 37 has not 
reached a decision value, a polymeric material is supplied in the attaching part molding 
cavity 37 by holding the opening and closing valve 71 to an open position (position shown 
in drawing 16 as a solid line), and holding the sprue 42 to an opened condition. 
[0072] 

Then, when the pressure of the polymeric material in the attaching part molding cavity 37 
reaches a decision value, supply of the polymeric material into the attaching part molding 
cavity 37 is suspended by moving the opening and closing valve 71 to a fully closed 
position (position shown in drawing 16 by a dotted line), and closing the sprue 42. This 
restricts so that the pressure of the polymeric material in the attaching part molding cavity 
37 may not exceed an allowable limit value. 
[0073] 

May change suitably the control method of the opening and closing valve 71 , and for 
example, It may be made to restrict so that the pressure of the polymeric material in the 
attaching part molding cavity 37 may not exceed an allowable limit value by making small 
the opening of the opening and closing valve 71 according to the detection pressure power 
of the pressure sensor 70, and decreasing the supply flow rate of the polymeric material 
into the attaching part molding cavity 37. 
[0074] 

Since the pressure of the polymeric material in the attaching part molding cavity 37 is 
controllable by this example 6 described above, supervising the actual pressure of the 
polymeric material in the attaching part molding cavity 37 with the pressure sensor 70, The 
pressure of the polymeric material in the attaching part molding cavity 37 can be restricted 
with sufficient accuracy to below an allowable limit value, and the crack of the aperture 
plate 12 and generating of a crack can be prevented more certainly, and the adhesive 
strength and the moldability of the attaching part 20 and the aperture plate 12 can also be 
raised. 
[0075] 

Although the opening and closing valve 71 was formed in the supply route (sprue 42) which 
supplies a polymeric material in the attaching part molding cavity 37 in this example 6, An 
opening and closing valve is provided in the exhaust passage which discharges the 
polymeric material in the attaching part molding cavity 37, It may be made to restrict so that 
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the pressure of the polymeric material in the attaching part molding cavity 37 may not 
exceed an allowable limit value by controlling the valve-opening timing or the opening of an 
opening and closing valve based on the detection pressure power of the pressure sensor 
70, and controlling the discharge of the polymeric material out of the attaching part molding 
cavity 37. 
[0076] 

As well as said Example 1 where the positioning fix implement 18 is set in the injection 
molding mold 62 (65), fabricated the attaching part 20 in each above-mentioned Examples 
5 and 6, but. After fabricating the attaching part 20, it may be made to equip the attaching 
part 20 with the positioning fix implement 18 like said Example 2. 
[0077] 

Like said Example 3, in carrying out simultaneous shaping of the positioning member 50 by 
injection molding of the same polymeric material as the shielding member 15, It may be 
made for a pressure-buildup limit means to restrict so that the pressure of the polymeric 
material with which it was ejected and filled up in the positioning member molding cavity 54 
for fabricating the positioning member 50 may not exceed an allowable limit value. 
Also in each above-mentioned Examples 2-6, the portion of injection gates is automatically 
fractured at the time of unmolding of a window assembly. 
[0078] 

Although the position of the spreading head 28 is fixed and it was made to move the 
aperture plate 12 (56) according to a bonding agent applying process in each above- 
mentioned Examples 1-6 described above, the position of the aperture plate 12 (56) is fixed 
and it may be made to move the spreading head 28. 
[0079] 

although adhesives were continuously applied to each adhesion scheduled region, it is 

discontinuous, and it separates into each adhesion scheduled region, and may be made to 

boil and apply adhesives to it in each above-mentioned Examples 1-6 

This invention skips a bonding agent applying process, obtains the aperture plate with 

which adhesives were beforehand applied to each adhesion scheduled region, and it may 

be made to manufacture a window assembly in each above-mentioned Examples 1-6. 

[0080] 

Although the aperture plate 12 with which the opaque coloring layer 14 was formed 
beforehand at somewhere else was bought in in each above-mentioned Examples 1-6, the 
process of forming the opaque coloring layer 14 may be added to the aperture plate 12 in 
front of a bonding agent applying process. 

When the watertightness or the airtightness between a window assembly and a window 
frame section are not required severely, it replaces with sealant and may be made to use 
the sponge-like sealant which has adhesiveness. 
[0081] 

This invention is limited to neither the window assembly for the rear windows of a car, nor 
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the window assembly for quarter windows, but may be applied to the window assembly for 
front windows, the window assembly for side windows, etc. This invention is not limited to 
the window assembly for cars, but is widely applied to the window assembly for vehicles 
other than a car, the window assembly for buildings, the window assembly for structures, 
etc., and can be carried out. 
[Brief Description of the Drawings] 
[0082] 

[DrawingJJIt is a front view of the important section of the window assembly in Example 1 
of this invention. 

[Drawing 2] lt is an A-A sectional view of drawing 1 . 
[Drawing 3] lt is a B-B sectional view of drawing 1 . 

[Drawing 4]lt is a perspective view showing the outline composition of an adhesive coater. 
[Drawing 5]lt is a back view of the important section of the aperture plate for explaining the 
coating method of adhesives. 

[Drawingjp is a sectional view of the important section of the injection molding mold of 
Example 1. 

[Drawing 7]lt is a back view of the important section of the window assembly of Example 1. 
[Drawing 8]lt is a sectional view of the important section of the injection molding mold of 
Example 2. 

[Drawing 9]lt is a sectional view of the important section of the window assembly of 
Example 3. 

[Drawing 10]lt is a sectional view of the important section of the injection molding mold of 
Example 3. 

[Drawing 1 1 l it is a front view of the window assembly of Example 4. 
[Drawing 12] lt is a C-C sectional view of drawing 1 1 . 

[Drawing 13]lt is a sectional view of the important section of the injection molding mold of 
Example 5. 

[Drawing 14] It is a top view of the attaching part molding cavity of the injection molding 
mold of Example 5, a discharge cavity, and its periphery. 

[Drawing 15]lt is a sectional view of the important section of the window assembly of 
Example 5. 

[Drawing 16] It is a sectional view of the important section of the injection molding mold of 
Example 6. 

[Description of Notations] 
[0083] 

1 1 [ ~ Opaque coloring layer, ] - A window assembly, 12 - An aperture plate, 13 - A 
window frame section, 14 15 - A shielding member, 18 - A positioning fix implement 
(positioning member), 19 - Pedestal section, 20 [ - Adhesive coater, ] - An attaching part, 
21 - An engagement part, 23 - An engagement hole, 24 28 - a spreading head and 29 - 
an adhesive application part and 31 - the - The adhesives layer of one, and 32 - the - the 
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adhesives layer of two. 35 - An injection molding mold, 36 - A shielding member molding 
cavity, 37 -- Attaching part molding cavity, 38 -- The injection gates for shielding member 
shaping, 39 -- Injection gates for attaching part shaping, 43 - The injection gates for 
positioning member shaping, 47 - Sealant, 48 - Injection molding mold, 49 [ - Positioning 
member molding cavity, ] - A window assembly, 50 - A positioning member, 53 - An 
injection molding mold, 54 55 [ - A window frame section, 62 / - Injection molding mold, ] - 
A window assembly, 56 - An aperture plate, 57 -- A shielding member, 59 63 - A 
discharge cavity (pressure-buildup limit means), 64 - Exhaust passage (pressure-buildup 
limit means), 65 [ - An opening and closing valve (pressure-buildup limit means), 72 / - An 
actuator (pressure-buildup limit means), 73 / - Control apparatus (pressure-buildup limit 
means) ] - A narrow part, 69 - An injection molding mold, 70 - A pressure sensor 
(pressure-buildup limit means), 71 



[Translation done.] 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the 
original precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 
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[Drawing 31 
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[Drawing 41 
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[Drawing 91 
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[Drawing 101 
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[Drawing 111 
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[Drawing 131 
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[Drawing 151 



http://ww4.ipdl.inpit.gojp/cgi-bin/tran_web_cgi_ejje?atw_u=http%3A%2F%2Fwww4... 7/2/2008 



JP,2005-()47257,A [DRAWINGS] 



Page 12 of 12 



12 




[Drawing 16] 
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fiotfSiT'ifig^tl, CcD^jgB^#feSl 4fCcfcoT, ft « 1 20««^e38«l 2 

cd ft m m <d m m a* m it x n. n. ^ «* ? ic & o r v> -s „ 

[ 0 0 2 5 ] 

* ifc , 02tSti5l;, & £ 1 2©»ffitC«, SR5S:ig®fgI5«l 5 ^ 38 « 1 20^.^ 

remte^Baimfrv v zn$ \ ew, 3 <D®mi$ 1 7 iemm? z> c tx. & « 1 2 

[ 0 0 2 6 ] 

0 3(CStJ;9(i:, 2<D»S(D»lifSm{C{i, ft ffi 1 2«rft«ig|5l 3(c*f 

CCD(iiH^i6HS^l 8(i. Ml 3«ilO^<D^IWifeI] 4tDiEH 

rtT-iiKgpwi 5 frz ft « i 2 <o m * ^ fin fc is n ^ (a m ic m m * n , ®ffi«^i6@^mi 
. :os»»20tt, mm&m 1 5 t ri u v-«^<o*f m^jgfc ct k> mis 

1 2 0liSK»iSt5S2 0»f»ia3 2tJ:D»iI^JftT^«. filftfei^l 1 
8tt, POM»I©J:5ft»tt#fli ? «»?ft, ^«$fe^gI5{c(±, » ft ^ pj ^ 4 ^ ^ gp 

2 liC-WJn, ftfflitttl l^rft^gpi 3fC^*t-S^(C, ffiBi*46@5£H 1 8<D 
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% & fltf 2 i £ , :« ft ft i 3«77y 3 2 2 (c jg a stifti^?i2 3 tc ;jfp ft f£ & £ -a- § c 
tT '- » a« -r s •> - 7 > h 4 7 # ®' ft -r 5 * t co ibk *a & 1 1 * & ^ 35 1 3 tc w u r 

[ 0 0 2 7 ] 

^*»joJsm-e'Faw»fea 1 4tff)ssn/i^«ii 2* vail, auMifstoity 

2 5 rt tc Iff ria L r& # co & at #J £ # > f 2 6 ic J; 0 iS6/W 7 2 7*MTi$'\7 K 2 

8 fC (ft *S lT S 0 colt's-^ F2 80«t9l8fli»2 9*. 8^L4V»X^'J 

«Dsmij(c favrm < w» L/cttag-eM 1 2 co jb as .k « m * # & & h t* 0 £ l t , mi 
2^7j<¥77(fij^x-7fK^ffii?-a-^c < tT', & « 1 2<ojBis»c»aaij*a^i-rs«t9fc:3S: 

o T l> 5 o ?£ Hi *\ <y F 2 8 CO & ft] M 7f? sU 2 9 U , I 4 IC^fJ; 9 C, 7 ^ -> « 3)5 « Jf> OS 
[ 0 0 2 8 ] 

C©««»!ia*&ISTtt, 0 5 7* T <fc 9 fC , & « 1 2©aiH©-55©igiKaS»l 

tt #J /B 3 1 « J# L , ffi g & 46 @ Jg j| 1 8St>'«^gi32 0cr,^#^^^lg (1XT r^2« 
' « * ^ £ » « J i: ^ 9 ) S 2(C, «»»J*S*l»LTaS2©»*Si]JB3 2& »j£-rs 0 ^ CO 

suwar©*»M**si, S2©sfini3 l 3 2 m$L<D®mmmmm®s 3 

[ 0 0 2 9 ] 

CcDig^, tW*fcf, L & V^MgfSS D # <y h <0/n > F fC g« 1 2£{£f#£-£T & 

<D cfc ^ fC L T 1 2 CO a 63 fC & * M £ M ffi ft fC £ *p f 3 . 

i 5t^»(i) T* "T <fc ? fc , ift'Ny K2 1 «Mf f ^I^S 1 tj^o 

f ffl 1 1 L t V < o 
[ 0 0 3 0 ] 

* LT, K2 8*^2 0l«f£liiS 2(Cfi#<f |c, H5fc««(li)TS 

s 2 ^temmmmmms 3 -^m 1 <D®m^&m® s 1 <om&vmMftnc#mr * 
«t 5 £ & * 1 2*^7^k»»s*t, m 2 <D&m?%.m®s 2 icmmm^m^-r * a =t 

(Dm. ^2COS«^^M^S2tC^^^n§S*SiJcO^^IBH^, ffiBi*46SJgHl8cO 
1 9&tf«#»2 0©»#M©«BHi©fl.««l:!)fcjE<-rs o » , IS 1 CO & » ^ £ fa 

ms 1 icm^fs ti^mmm<Dm^mm ico^Ti, r « tc , >s ® ** 1 scoe^otrtw 

[ 0 0 3 1 ] 

^co^, SO\ 05tC^^(iii) T- ^ -T «fc -5 K , ^*^yH2 8^»l©»»^SIH* 
S llC?&oTffl*f«fc:#J&fSJ:5fcSg«l 2*g|JtT > ^lco^»^^®i^s ItC 

»ta*a*Ln><. ±is l 1 2 commit, D^^hOAVH^ffeSfttrD 

f 7 2» «fc 0 JB ft JfiiJ » T Z> C t V ft 5 C ttfff 5„ 
[ 0 0 3 2 ] 

commit, mmtt^mic? zrzsbic. m^^^ac^^Lrm^s nr^s 0 

[ 0 0 3 3 ] 

etc^-r^^tc, jgMtti s^figjg-r^fcfecojgKnTswfiJc^ffl^-vif^^ 3 et gi 

8 CD^^ms 1 9*ffl»f 3«#p15 2 0 ^ fig }g f ^ fc i6 CO ^ ^ gp ^ ffl ^ ^ tT 
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7- -r 3 7 £ 41! & L T ,S it 6 n T i> -S o UK m$ « /£ Jfl * + tf r- -r 3 6 <D i BS ffi x « * + 
K y 3 6 0S ^ /y K » -3 r ffi ft KS ffi ti . Jfi jK 35 j£ ffl © ^ Hi y - h 3 8 « <=> 
n , (!g gfl /£ Iffl + tlff-f 3 7lCii, f« ft ffl5 ffi <D M & Y - h 3 9 n T ^ 5 

o utmi&BHkomitis X* ( 0 ^ -£ -r ) p> a* /ii *nft»«#!) v-ttj|i4, ^ > ^- - 4 

o -» x 7 ;u - 4 l -*mm&tt liSLB m <D M & ? - V 3 8©*S&T}giR35**/£JBffl*-vt£7W 
3 6rtfc««Sn5i:«t, 7 > 7 - 4 0 -» X 7 ;U - 4 2-»ffiftaflj#JBffi<ofltffl/f — H 3 

9©SI»T«*SaiJ<«JBffl4 i +lf7 i ^3 7|*J»C3tJWSnaj:5fC3S:oT^S. 
[ 0 0 3 4 ] 

cojajBxe-rtt, 0 6 e ^ -r * 0 ic , sf, » m m. m m 3 5 1*1 . & m m # m ft £ n 

fc SS « 1 2£{ftS**A6HI&fI|l ifflffilgS 3 5 ^Ul C © » , ® J» 

*Uv-ttfi*§»my-h38, 3 9fr6#*ti;f ^ 3 6 , 3 7rtfC^itJLT?t«L 
fcflK #Uv-#»*»«iHfbx«:«fl:***ci:T?, 0 7 *c r «fc 3 ic % Jig «g « i 5 

£«&as2o*sft5iLTfajB-rsfc#fc:, is net 35 t* 1 5 tutsan 2 0 * , =tn=et\mmm 
m 3 1 , 32tfrLT»ii 2oaa<D^nittei 1 4fc«stH^f5. c © » , « m 

(S0S3 5^^^!, M 35 W 1 5fc«#a520tf««B£Snfc3gtt£f*i l^^^tti 
Llf>4 5T^f (HLTWHifilcfS3 5*>«0ntLtT, M & {* 1 1 © « Jfi # 35 7 
"T 3 o M , COSSHUlCflSoT, J8iKaJ«15t«i#aS20ti, X7"*-4 1, 4 2*' 
<i =£tl? tlMtiiY- b 3 8, 3 9©as#T*g»Wfc«»rSnT#liSn3 <) 
[ 0 0 3 5 ] 

s abs (7^)*zhy;i,/7?j;iy/xfv» , pvc v mite P 
p (*u^at;u>)^oiR,fflttpraitt«niB*ffl^s4:a^ 0 c ©as, pa (* y z ~ f 

) , PC ( # U * - * - h ) , pp E ( # U 7iXl/>i-f;l / ) ioi>-;-7i> 

y»5iaitt»flg, tpo (^uy^y^MMx^x^v-). sbc 

»Ilttl7XhV-) , TPVC ()S(t(fr;^|SPjittl7XhV-) , TPU ( * u 
^liWIftl7XI«7-) fOMSJIttX7XhT-, gfSLTPU (# U * > 

[ 0 0 3 6 ] 

tt±OJ:9 LTSaLfcSSifi# l 1 £ & «s ^ i 3 IR ») ftftt S « •& tt . 12SI>'1 

3 fC T ± 5 tc , ^ « l 20«iS09-5©?Ii|fel l 4©8BBrtTiSi®35#l 5*^ 

&« i 2 <Dm*foMicmtirz{iL&iz. bm±#>m<D?i± 4 e^mmmic^^mm 

LT, 1 2©»B©?%©M35**1 5©rtJa«-p^A4 60^««fi:^-Xh«© 

fUf>5fi'>-7>h4 7*n«»t»oTRtm-r5. C © i: {ftH?*46@£Hl8© 
{ft B T* « , ->-7>h4 7^fiI8S461$ai 8 £ ft K ft # 1 5tc0^tD>P^B^*6«i 

4 ± fc iii T £> » « « 5fc {* 1 1 £ 2g 35 1 3 fc « i6 T , & « 1 

H t & 35 1 3©7 7>->*ii2 2 fc©F^(c. ^-Xh«0)->-7>h 4 7 * fl- ft ? * « 

« tc , ^ ffl ji «c i i t & «s gp i 3tora<Df®fgi«:i/-;u-rSo ^©fg, js « 1 2£0«®(c 

H£Sftfc«ffiBi*i&HJ£*l 80^^-352 1^-, ^tl^n^#35l 3©75>->-gI52 2 
OS&JLZSlcSftitS^T, ^ffljif* 1 1*^^351 3fCWLT^«l 2 (D (§ t. ¥■ ft 

[ 0 0 3 7 ] 

fflO^^tfT-Y 3 6 tUft&l£Bm<Z>* + kTT 1 w 3 7*«SLTSltT§*ti;f ^ 3 6 

. 37^^n^n-yyvg^y-h^( X{ih> ^ ;l/ y_ hS)(0fl;tajy _ h38 3g 
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WrSftS. ftoT, ft#©J: r> fcttlEtftt l 5 t ft ft*; 2 o £MM®Ul1)y!*SgBT)§*§ L 
fcJBttfc«*JBf Stf.&fcJfCT, *mKBjffl3|$as*nr£? *fl*»#=FBJ: * K> * © ft 

» me » ffl » is 35 © i* £ff*Kff3a«i 2o*tt»*#i(ota*o^iidt*jisfcl« it 

[ 0 0 3 8 ] 

«S2 ( (S Hi i* a H £ Hi 8&tffftt*2 04>JS*?£fRj«) (C ft * S ft 5 « © ffl © ft * 
MB*, <iffi**46!I!£«l 8 ©&M 1 9 RTfUWU 2 0 <0 « » <D 4g ffi © ^ «fc 0 £ 
<t«J:5lCLftOT, « ft SB 2 0O«Bjli^»*«#MJHK:Bl3SEf6||s^ 5 ct3Vp* 

[ 0 0 3 9 ] 

m tc > *^«i?a, MMtiiT, s «e i 2 ic m m m * m # -r s ft m ^ y k 2 

CfctflftfSiftIC, ttUffll&ffiXSOttTaiC. * ft 3: T £ « 1 2*»»S-frT^Ma 
^^f^XrAHI^tffifflLT^i! 2 * X A - X tc ft © to ft • gftXB'Mitjg 

[ 0 0 4 0 ] 

* fc, *«0IJ 1 T«, »»S!lftfliXfiT, g« i 2©^^©mi©S«^^ffliS?S 1 
fSftg|52 0Oei^««.) S 1 , S 2©&«3.J« 3 f 3 2*' 

« ******* s 3 *ix LTmmrzx 5 ictemmzmmmcmiB-r z * 5 \c l*©t 
*f5i«?f"* l *" m,!,tBIC * ,t * M **<' ********»» 

ft LT*&*a< ff5Ct«i?S 5 WK, s 1 , S 2 fcfcfrjWfcJS-fcft 

ffitKt^n, ^SifSSISl, S20ft||))i3i, 32eAF?*g«|S|B|* 

[ 0 0 4 1 ] 

«* T ^ £ o 

[ * fig 0»J 2 ] 
[ 0 0 4 2 ] 

^J^.^i^'^^^^^^^^^^^^^ 0 fiL * ***** 1 fcftxnen- 
[ 0 0 4 3 ] 

J?i,-«25?! ?*** L **' LT*^fett«** H *Jl 1 8*«* 

[ 0 0 4 4 ] 

8 rtfc miMEmmm 1 t no ^ar-gffitfisjnfc^fi 1 2 ©*^-tr * h lt # y 

5fc«** 2 0 *afiLT*»LT\ *KB*i 5 fc fig W 0 2 0 * § « 
Wmm31. 32^LtgjSi20|IO^«| 6SMieSi@ g n * 
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[ 0 0 4 5 ] 

* m m m 2 T- it , *uv-*r»K«t»)*ii»»i 5 * a # as 2 0 * jf$ l tt -& , s # 

2 0 fc ffi 18 tk tb m 7S. m I 8§«t5J:9lcL/:Of > i)3c Jfc 1$ fiK 3« 4 8 (c (ft m t& v> 
m ft. M 1 K5^>f A'|< 5oT, «R«S4 80*+e-r-<'JB«Jf>(ft|Hj*ii>iasE 

a 1 8 <D 0 « fc Jt -T 5 # & < £ »j , i«JBS!4 80«««:BII3R{tTfra4:«K: > {# K3 
i* 16 13 ?£ m 1 8 CD 33 3t CO Hi ttl «E 10 * * 4* 3 C # T * T , Jfi M M <D M ft & IS) & S 

1 8 T* t, ffi ffl nj ftg T' £> 3 £ ^ a fU «* & 3 o 

C £ AS 04 3 ] 

[ 0 0 4 6 ] 

at, HQ&tfHio^ffl^T^aiwo^Mitwa^iWwt-s. fa u , »*} ire & m 1 & tf 

[ 0 0 4 7 ] 

to 3B ^ ss «aj 2 T- , & b % #> s £ r 1 8*«w-rs««pas2o©ap5}-(o**, k ft a* «* 
i5tiPii;*uv-«so«mB8«u:«fc»)i«jB-rs<t5fcLfe*<, # & « w 3 t « , 09 

K -T <fc -5 (C . & ffl £ {* 4 9 « , 'Mm 1 2 * & # i$ 1 3fC»LTtH[|lfti&-rSfci60ffi» 
!*!6g|$tt50£{*;&> 21 tK g|5 « 1 5fcIPIi:#yT-»SOftftfi«}gfc«fcO|p|«FritJgLT!g 
« 1 2c9jgffi<D^MSfe/gi 4lCSfi£t5J:5lCLTl>5 0 CflDfflHi*a&aj»5o 
(i , £r & g|5 5 1 i: , ^^W^x-^iiitftS/hgo^fiasoatj&^nWitttc-ftcjfijB* 
n, 5gfflj£{*4 9£;g#*gl5l 3fC*a-r*RtK, ttSftti>3i:tt50<D£jg&50a«£& 
351 3£D77>->-gfl2 2©<&^?L2 3fCiipALT£rM5 1 <D 4Sj ® 5 1 a £ 7 7 > ->* S15 2 

3z{*4 9%^#g|5l 3 (C *f L T & tit 1 2<D®t¥fT73(^T-{4H^i6T#5<i;d(C&oTt> 

So 

[ 0 0 4 8 ] 

±3e«J«©&ffl&#49*l!jfi-ra«^ & « S'J M I *§ T* fi , Su SB MM 0fl 1 i: El D 7? 
mx°, & « 1 2<DKE<7>?*><DMg|5#l 5OS*^^M«ci:{iH!*46a5«5 0cD®#^ 
^OjfHf£0«iojt|jH|3i, 5 2^»«9JaiaiB«*^LT««-r* 

[ 0 0 4 9 ] 

tT-rf 3 6 {fi B ft * SB ** 5 0*figfl5-rS/-ci6Offi«!^i6gl5W^mffl^ + £r 4 5 4 £ 
«)gfflO»ffiy-h38tfRy6ft, {iBftifcglSttMffl* + If x -C 5 4 (C (± , ffi H ft 16 
[ 0 0 5 0 ] 

^ L T , ^JBlgT-fi, WttJfigffiJSJSSrtf;:, ?n/;Sfi 1 2 © * * 4r y 

h L T , #Uv-«»*#»ffly-h3 8, 4 3 *^#+tlff^ 3 6, 5 4 ft fC Ifcf & L 
T ^«^^", 21^35^1 5iffiiftJ6»tt50*a4LTjSlBLT, M SB W 1 5 
ttiLB&#a5**50£&ig»SiJjl3 l , 2 ©SfficD^mei l 4 

tc ^ » m ^ -r s o 

[ 0 0 5 1 ] 

COJ:5 LTBILft8li4#4 9*Si»i|5l 3lcSft5S(Ctt, 09tC^-r«k-5fC 

3<D77>j;»2 20«6?L2 3C»ALT&i»5 104Sffi5 1 a%7 7 y^i2 2C 
SSS-B-T, 77>f»2 2k«fii 2f:OlfflHt-£lc«ofc*fiTSafi#i 1 * « 
fiigPl 3 lcWLt(iIftJ6t§c tf, ^-^^h47^J8!ffrS^T'COP^(C, ^ffljii* 

[ 0 0 5 2 ] 
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M-hiKiPJ L fc^^flfilW 3 T«, # V v-«fiic J: 0 lf«« 1 5 ft 50t 
£ I") li$ (c fl* m «jBT*«fedk:Lfc©T», jffi iK MS « l 5 * jg "T « * 'J v - « ft -j? (ft !1 ft 46 
» » 5 0 * JiK -T S C £ # T* i* , {515 A £ 849IKtSi:i<)«7t5tttic, (ft H ft 46 gfS 
50*JR»)W»«¥IW««^Hfcft»), & ffl ft 4 9<D«JB3*hJ&S*<-r*i:fctfT** 

<^ 5 f IJ j£ & s „ 
I'M mm 4i 

[ 0 0 5 3 ] 

# fc , * ft w * @ ®i m cd ? * - * - 9 -< > \* *> m<D%LMfi.fticmm Lrcmmm 4 *m 1 

lStfBl 2KS^^TKWt8. (ML, ffi 33 & SB W 1 £ »tt Pfl - * # K tt Rl - ft # 

*MLTattiw*raw<kL, ± £ l t m 33 31 m 1 taftsas^to^TKiBts. 

[ 0 0 5 4 ] 

01 lRtfBl2*C7j*-r«fc3fC, **-#-*^>K*ffl<D&3B;si{*5 5©,M5 6 ( 
**-*--W>K*;tf^X) fC fit , £Rfc«iKaB»5 7#£«5 6<0tt««<B?5©ffit 
■ a5 6a*B^ft»#K» 5 TBU6tlT^*. C © jg jfi$ ffi « 5 7 fit , & « 1 2 CO fl 
»m<0&Mfre>mmK.frlfT&mi<tl. 5 6«Ottfl«a5t03E«Wflg&tfi»iBfc:«-3T 

«g ?P £ n ft (g « S'J /I 5 5 9i:<0IHIOIWiai*S<-U-y^aj 

6 o t , &m 5 6 comfficoftfflmttMo mm® 6 1 tf-#is»?hT^4. 

[ 0 0 5 5 ] 

C©&fflj*f*5 4*«ift-rs*^ MBllMlSTfit, &«56©?tS(&*jRa$#5 
7©»*^j£««£, ffi«ft»HJ£J*18&tf«fc»20©»«^j£|j|I«fi:, M 75 <D 

[ 0 0 5 6 ] 

Sfc, fiKJBlg-pti, «ffi)S0S (Hwtf-i*) rttc, ti^SSC l 2i(4 

» ft 46 @ £ H l 8 * -tr h L T , ^Vv-tt8^S»tty-hfr^#+tlff^lc#tii 
LtS « 1 " 5 ^ T '- MSB** 5 7 £ffif#g|5 2 0 LT, Mg|5«57£S 

f#Sfl 2 0 5 8 . 3 2 *^LT»«5 6tatl£t5. 

[ 0 0 5 7 ] 

M83M0IJ 2 t pg C J; 3 , *'J J; !>««# 5 7 2:fiffS2 0««« 

Scfit, Wte*SEM3 tlSIUJc^tc, (ft«ft46g|5# 5 0 atRSSW 5 7 tra U# >J 

[ m n 09 5 ] ° 

[ 0 0 5 8 ] 

act, 01 3nmmi s *m^x*mw<ommm 5 *mmt % „ 

gP#J*Jgffl*i' tfy^ 3 6 ©S«fcJt*T\ ftttfl! 2 0 feaoftftftaKA* 
* tTTW 3 7 OgitfBgic,^ «,>Ac46, lilgl'^+tef^ 3 6 3 7 # U V - 

w^^^ttiLT^^-r^i^fc, ®mtf'm^M&t$tiL&m** mt-h 3 V rt(c«4? y v- 
^%©«jBffi*^*pt>sa5»fi, * © s *f is w ( a ffi (w ) *^»ffiiiS6 2 tfyj^ 

SiiK4oT^i*i, & fi 1 2 fit * £6 & ¥ ® T* fit * < , «*frlcj*illiLfe«:R<cjgjft3 
ft T ^ S ft 46 , & ffi 1 2cr>13afififP > ^$ (fl7XlO|$J)|^o?) fc <k o T £ « 1 2 

*%te&fc&t>tfi1mt>Z t. ii2ffiHO#4(cJ:oT^77<DI«i] 2 fc A # 4 ft If t> 

c i tf J 5 , 
[ 0 0 5 9 ] 
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c <o n m t l t , * as jm m 5-ett, m m iit*i>T. eg # 35 a jh * * if 7- * 3 7 n 

KfltlU LT?t« L/c 4? l> v-#»©rilJBEE*««iriF«H»IB (»« 1 2 <D O- V *j ft f6 & 
L & ^ ffi W fi ) «iBift^J:5lc ffl 16 T 3 BE ;>J ± V? ffffj ffi^a*»t*Tt^S. 
[ 0 0 6 0 ] 

*^Mlffij5©EE*±»iWIB^a{±, 0 1 3 & tf H 1 4ICit < t9lC > «HltfJBS!6 2© 

+ tr 7- y e 3 * , as/ig jgffl + + tr ^ * 3 7<oa%owmy-h 3 9 co s « nunc 
fw-mmii + tefY e 3 ic m m r s fc & © & m eg e 4 * is it tz m at t & ^ t i> 

- SIJ A'W ttJ B 6 4£iIoTM*^tf-r^ 6 3 0f /:H £ ft £ <fc ? K tlf ft gg 6 4 © PR O « 
tffSSt * ft T ^5 „ 
C 0 0 6 1 ] 

* fc , 01 m SS 6 4 fc a , iffiKWiiB«*^Kofl!ioSlJ»j:»)t,fiiF-p'h*i/^»/haJ65^ 
fig S ft T H S . C © « * SB 6 5 14 , «S^SB2 0<OS?a^^^«tfC^fig$ft/c:^«3iJ®3 

2©W»«Xtt*OiS«lcffiB^*j:^fc:»jjl S nT^«. * <D m <D m fit (4 , huMM 
1 

[ 0 0 6 2 ] 

til m I a T* tt , »Wj«jgS6 2rtK, 3 « l 2iffiiSj*i6|I|3!|!i 8 *tnLft«g 

it5ct7 - MSBttl 5 tUm® 2 0 fcfiSflB* S„ «&3<i)tJ£ffl** If -r -r 

3 7fti > Wffiy- h 3 9 *6»aSftft* U v «8faPiSJBffl*+lffw3 7 

pncsir^»«nfe»fcwajy-h 3 9©sw«icfflB-rsspaK6 4 tc mm r s . c <d 

BfSBJ»«ttfi*TJ:fftiiiT, WfcasjSJBffl^-vlfx* 3 7rtO*U 
«»A'»«0*UT-ttStJ:,TffLtt?nT»aj*tKf^6 3fCfiPtti*ft 
Mffl^-vtf^ 3 7rtO#Uv-«»OBE*««llF«IHI!i«*iB**^J:3tMIB*n* 

o 

[ 0 0 6 3 ] 

SS6 4*C«fcoTJSJB*ftfcatea56 7 ?U5Stift«gt 4 0 , C <D g *§ g|5 6 7 <0 - 8P fc: 
[ 0 0 6 4 ] 

*fti#y v-tf 6 6 *H*£fS&gtf fcSW^fctt, «»Ifi|K, 2! 33 SB 6 7 fc 
£ftfcffl#gB68*3l#S<^X(i«JBfaSLT, «»*20J:*tB#yv-»66fc*tt 
**68?»IU HflJ#iJ"?-»6 6*P(lStntfI^. ~ 
[ 0 0 6 5 ] 

«±KWLfc**fli«|5T?tt, {S#Mffi?ffl*-vtf7W3 7 KfiptfJK 6 4^^LTIi 

SS6 4*rttLT»m*+tf^-r 6 3 tc fcb f 3 4: ~> fc L fc <0 T- , «8rffl$jS«ffl*+tf7^ 

* K^-f 3 7 rtO#y v-«P(0JE^«r)gfi{c±»?-a-5 C i*<T'#, £ # SB fig ffl * * 
Ut^ 3 7rto« ij v-««-p«» snigW2 0 fciifi 1 2 iiOim^iBttt 
tt«Lfc**S, SEC 1 2 eii**BE*jtfiO*>* C fc*WFlk LT. £« 1 2 © D ^ fij n © 
%4^Kitt § c t f S § o 
[ 0 0 6 6 ] 
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cD cfc o ft m ft L & id fc * 'J V - « » * » « <D # y v - ft R |CJ;,TS ft ffi ,g ffl + + g ^ 
-r 3 7 C, j* Mi * + (f 6 3^ffmTi:i:tfT»*Sftl6, fii ft ffi «g ill * + If x 3 
7 te « % aMFK »HILfcs|!»;v-#S*jflsjmf«ci:*«T?**. c co it #> , S&attfJB 
+ If x-C 3 7 rt©#«J V-#»T/a»*n*««r»2 o 1 2 & Q {g * & & * j£ 

JB tt * Sg K (fij ± * -tt 5 c £ # T* # 5 . L & , £ <Otto mm * + V r 4 6 3 t tit 6 
. 4 3 tili co Iffiiji ft ffi T- SH JIT- £ 3 t v> a fUjft t> <fc 3 „ 

[ 0 0 6 7 ] 

* & * « 5 T* tt , fiS»«)gffl + tef-f 3 7 0^ 3 gog^ 

W k. , ft m & 6 4 «r IS tt Z «fc -5 tc L fc <D T' , M tti V - h 3 9 ft» e> ftf ffi $ ft # y v - # *4 

# > a w ^ i& m m * + e t- * 3 7 w k » tt ?t m 2 ft & ic m m y - h 3 9 co r tt m ic m m 
rtt* y v-«^co*3f?«gp^%s-r c ^ft< , jh* + tr^w 3 7 j*i cosing: 

[ 0 0 6 8 ] 

m k , *«ii5fii, waiK56 4 *c«koT*ajB*ns)i*sgiJ6 7©-ajfc, 3^ ,j> 6 

M 2 0t»pm^yv-g|56 6 i * *ffl # g|5 6 8 T?»l t 5 J: 5 K L fcOT?, « # S5 2 0 i: 
»m#U 6 i*»*T5ffI«:§i<btSC ttfiV**. W % 9***6 5 co « 

ttte¥fcH^*nr, 0ii*tt\ was rattan®, *mas, na®, Hfljg^Tts^ 
[ si m m e ] 

[ 0 0 6 9 ] 

*^M01j6CO*faifiE«§y6 9 tt, iSltMJBffl^tfirY 3 7rtO#ij7-«flOJI^ 
«W5E^^70 (ffi^^HJ^S) fc, 8»M*ffltti;fn7rtl£«ij7 
-tt***<S*&-f*X:/,b-4 2 («*&») %Plfflt5B3Bi#7 1 ttffS(t6tlT^5„ C 
© l» Efl # 7 l tt * iiliffi/ij>^07*f a x-^ 7 2CJ:oTIIIIBBB?n, JE^-b> 
■9- 7 0 cOtllTjfi^tt, #tfJtf«2B6 9©n> h p-,i,£B7 3 fcXastiSo C <0 n > h 
p-;U^ffl7 3 tt , /±^-b>-y-7 O-ettmUfciRWraJrtJBffl + ^txW 3 7 rt © # U v - 
«SOffi^(Cl^^ t 7^al-^7 2 5»liLTPIffl#7 14RIPL, (S^gll^Jgffl 
3 7rt-\co^yv-««©«^«^$ij®-r^ci:T', «»i»fi8«ffl*+ex-<' 
3 7rtO*i;v-#»©BE**«llF«IB»§i*jB*«:^J:5KMIHr*. £inc3JE^-tr>-y 
7 0, MEB#7 1 , T-^^^^-^7 2, 3Vhn-;ly^g 7 3«^EE*±#^j|51¥©i: 

LTcofsnjMfc <r 0 ^coffico#i^tt, NexaiiuRDTSi, 

[ 0 0 7 0 ] 

«-ri,cfcT% mffigpwi 5i:«^gi52 0^^jg-r^ o ^coi^. 3 nD-^i 73tt 

. ffi*t>*7 0Tf«aiLfc«jtaS«}Bffl + +Kf ^3 7rt«0#Uv-ttflOE^^ m 
36©WJE« C«*tfflFSIB»«irai;*»Xtt**iJ: t» '> L <g l> {fi ) fc » L *^ 5 ^ * W 

[ 0 0 7 1 ] 

{S»M0ffl*^eir^ 3 7 <D .1? y V - # * © «i *ij ^ « Jc ^ L T ^ ft tt ft tt 

7 i z-zmglm (0 i 6 tc^^T^-r (fig) icunLT 4 2 *mi&xto\c& 

[ 0 0 7 2 ] 

* CO m > «^gi5fiicSffl^^lfx^3 7flO#-j7-«8oE^H £fiKai/fti:S( . 
, Mffl#7 1 * ^ BB (S ■ (01 eic^ST-itfil) t8l4*TX7*-42*H«T 
5at '« «»»«S«Jfl*+lffY3 7rt'SO*yv-#fl 0 i) t | 6tffj| . t5o CftfCJ: 

%\ m t ^ o 
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[ 0 0 7 3 ] 

i») v m m tt 7 i co w -Ji m « , is & m l t & & < , w * t±\ ee -t > -y- 7 0 <o & m je 

^3 fC IE C T l!3 121 ft 5 7 1 © IJH IS. * /J> * < Ltffi^f gffi r&l&lft 3r -Y \£ 7- 4 3 7rt^<Ojt?yv~«- 

ift£IK»«*«*fc^,k5K#jffiTS«fc-3K:LTt>a^ 0 

[ 0 0 7 4 ] 

W-hWW L fc * M m m 6 T It , ftftffjftjgffl* * fcT-r -f 3 7rtO#yv-«»(O^IBo 
EE # * /I ft -tr >.-y- 7 f«^^/i5c^ffl^^ tf^^ 3 7rtO#UT-««o 

it £ C <t # T # £ „ 
[ 0 0 7 5 ] 

« , *M#i]6T(i, ffl»ap/«*ffl + +lf-r-r3 7rtfc#'jv-«s*«|g-rs«i|&BI 

4 2) icmmft 7 1 ffl^ai5fiK«ffl*+ * 3 7 rt©#y 

^f^5>yXtt|«ffl*MWLT««raJja«ffl + +i;^-f 3 7rt^P,co4?Uv-«*4co»f 
[ 0 0 7 6 ] 

* fc * ± 82 * £ » fW 5 . 6T?tt, M Se ^ J5S 1 ^ |BJ D cfc -5 ic. *f m «g gy 6 2 (6 5) 
fflfi»J2i:rai;j:dft:, «J#gP2 0^^^t/c^tcffiH^i6ia^fli 8*«#gB2 0fc=Si3i 

[ 0 0 7 7 ] 

*fc, MBBfgffiftl 3 t|B| U «fc 9 fC ffiHftfeSPtt 5 O^igjRgBtt i 5 W i; # y v - » 

»©»fli«*KJ:ofiii9*»r*»dictt,ttBttK,aj#5o*j«jB-r*fc*offi«a 1 6 

Kx-f 5 4 rtKftfffl LT?6* Lfc#y v-»»0£E* 3 W»«IBI»«*iBA 
*^«fe"5fcffi^±SMIB^afcJ:D*JlfirsJ:dK:LTt,a^ 0 

* , ± §e # * as m 2 ~ 6 ic *> ^ t t, , «fflfi<*o«s!i^»cjway-Koaj»tta»w 

fi£ Kff £ ti o 

[ 0 0 7 8 ] 

SLT * fil 2 (56) mJtiJUElft^ 1 2 (56) <Dfii^@gLt 

[ 0 0 7 9 ] 

* fc, ±ie&^sg0ij i ~ e T'f±, ^ a* gij © j© m r* ;f 3g 0j? # g. /i i 4*^«?nfc*«i 

2*ftXft5J:3lcLftA<, ft * #j £ * x 8 o ffi {c, i 2 (c^F^B^^fe® ] 4 ijgtf 

[ 0 0 8 1 ] ** ° 
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•ic P5 in <d -m m xl f* , m m © & $Bi<*, x fv w j#j « & ^ a ^ ^ *c & < as w l r ^ /h§ t* # s 

o 

c 0 ffn <d m "it * ,ib m ] 

[ 0 0 8 2 ] 

[ 0 i ] -*KW(D-Mmm 1 ic *> v s & m # <* <o m gp <o m m m v & s „ 

[02] 0i<DA-Altfriln0T*.fe3„ 
[03] 1HDB-B»fffilt^5„ 

[04] «a»jat»iKis«D«i»«<«%^t-»iaH-efes 0 
[ 0 6 ] m m 1 © w tu is jb 0 m $ © w ds 0 ? & 3 . 

[07] ^^^©MjA^gg^M^T'&S,, 
[08] ^*S«*J2©<WWfi!c)g^<D®a5<DWfjig0r*ft5o 

[09] M#J3©:M:ftf*©3g8i5©K/rflsigiT'£.5 0 

[0 1 0] ^M3©Wm/SJl?3y©®J$©M0T'&.g>„ 

[01 1] mmm 4 (D&miLW<DTEmmT'$>z> 0 

[01 2] mi l<DC-C»riS0T-;&3 o 

[01 3] ifcffi«5©i*aisjBie©Ha$<D»rBBB-e«.5. 

[01 4] mmms <DMmm.B®<outti$i£Bm** * tmm** \£r 4 Rv*(nm 
[01 5] nmm 5 (D&miLft<Dmtsii<Dmffim?&z 0 

[0 1 6] *SSf"j6^*tttJfi5c^SlcDSg|5«»T®0T'2&So 
[ ft *f © Si B£ ] 

[ 0 0 8 3 ] 

1 1 '" aa4 * < 12 ■■■*«, I3-S4»«, N ^21161, 

1 8-ffiitt«,Hsa (ffii««»») , 1 9 - ■ 2 0 ••■«»», 2 1 

2 3-«**L, 24-»flB«S|, 28-Mv ? H, 2 9 - » * ffl *£ flJ fli 3 1 ••• 

3 2- s2o8im, 3 5 -»nija«gsL 3 6 •• ■ mmsn& mb m * * 

V-TJ, 3 7 • ••{SttflSrfUBffl** ¥ t- J , 3 8 -JliRWWfiKjBfflo^ajy- h , 3 9-« 

4 8-»tH*»£L 4 9- SiA», 5 0 -ttHi*i&SS», 5 3 -»tfJia»a! 5 4 - ffi 
Sfta&ffiWjajBffl** ^ , 5 5- *t4#, 5 6- gjS, 5 7 -ffK*** 5 9-* 

e 2 - »taia»a, 6 3 -»m* + tf ^ (ffi^±^Mi5g^©) , 6 4- »ms*( 

£Ea±*WIB*a) , 6 5 6 9 -ftmjfiKJBS!, 7 (ff^ St , 

B¥S) ' 7 1 (ffia±*WH¥«) , 7 2 -T9*a. (ffi*±ffW|H* 



(18) JP 2005-47257 A 2005.2. 

c ra i ] im 2 i 

T 



1 1 smaif* 




c m 5 ] 



(19) 

[ la 6 ] 



JP 2005-47257 A 2005.2.24 




[19] 



(20) 

[ m i o ] 



JP 2005-47257 A 2005. 2 




c-cmmm 



c ra i 3 ] 



(21) 

cm i 4 ] 



JP 2005-47257 A 2005. 2. 24 




(22) 



JP 2005-47257 A 2005. 2. 24 



(51)lnt.Cl. 7 FI 

B2 9L 31:30 



B 2 9 L 31 .30 B 2 9 K 105:20 



F?-Mm) 4F206 AA11 AA13 AA15 AA28 AA29 AA32 AA42 AA45 AA47 AD04 
AD07 AD08 AD35 AC03 AC23 AH17 AM32 AP035 AR035 JA07 
JB12 JB20 JF05 JF35 JL02 JN25 JP17 JQ06 JQ81 



